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(57) ABSTRACT

Polycrystalline diamond compacts for use in artificial joints
achieve reduced corrosion and improved biocompatibility
through the use of solvent metal formulations containing tin
and through the control of solvent metal pore size, particu-
larly in inner layers of the compact. Solvent metal formu-
lations containing tin have been discovered which provide
sintering ability, part strength, and grind resistance compa-
rable to levels achieved by using CoCrMo solvent metals. It
has been discovered that limiting the solvent metal pore size
in the diamond layers minimizes or eliminates the occur-
rence of micro cracks in the solvent metal and significantly
reduces the corrosion of the compact as manifested by the
release of heavy metal ions from the compact. Polycrystal-
line diamond compacts which utilize both the solvent metal
formulations containing tin and the control of pore sizes
achieve significantly reduced corrosion and improved bio-
compatibility compared to prior art polycrystalline diamond
compacts.
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USE OF SN AND PORE SIZE CONTROL TO
IMPROVE BIOCOMPATIBILITY IN
POLYCRYSTALLINE DIAMOND COMPACTS

PRIORITY

The present application is a continuation of U.S. patent
application Ser. No. 12/422,203, filed Apr. 10, 2009, now
U.S. Pat. No. 8,449,991, which is expressly incorporated
herein by reference, and which is a continuation-in-part of
U.S. patent application Ser. No. 11/398,462, filed Apr. 5,
2006, which is expressly incorporated herein by reference,
which claims the benefit of U.S. Provisional Patent Appli-
cation Ser. No. 60/669,082, filed Apr. 7, 2005.

THE FIELD OF THE INVENTION

The present invention relates to the use of sintered poly-
crystalline diamond compacts for use in prosthetic joints.
More specifically, the present invention relates to polycrys-
talline diamond compacts having improved biocompatibil-

ity.
BACKGROUND

Polycrystalline diamond is used in many demanding and
abrasive applications such as oil well drilling and hard
materials machining. Its superior mechanical properties and
resistance to abrasion are suitable for bearing components in
medical implant devices, such as artificial joints. One of the
main obstacles in using PCD (polycrystalline diamond) in
medical implant devices is that normal materials and pro-
cesses to create PCD produce a material that is not biocom-
patible.

PCD is fabricated by subjecting unbonded diamond pow-
der to extreme pressure and heat in the presence of a solvent
metal. The powder is often placed adjacent to a substrate and
surrounded by a refractory metal containment can. In some
cases, a refractory metal layer is placed between the sub-
strate and the inner diamond layer. The assembly (contain-
ment can, unbonded diamond powder and solvent metal, and
the substrate) is placed in a high pressure cell and pressur-
ized in a hydraulic press to more than 55 Kbar. The mixture
is then heated to a temperature above the melting point of the
solvent metal, at which point the solvent metal melts and
flows or sweeps into the interstitial voids between adjacent
diamond crystals. The solvent metal is driven by the pres-
sure gradient to fill the voids.

Carbon atoms from the surface of the diamond crystals
dissolve into the molten solvent metal, forming a carbon
solution. When the proper temperature and pressure are
reached, diamond formation is thermodynamically favored
and the carbon that is held in solution in the molten solvent
metal crystallizes out onto the diamond grains, bonding
adjacent diamond grains together with diamond to diamond
bonds. This forms a sintered polycrystalline diamond struc-
ture with the solvent metal in the interstitial spaces between
the diamond grains. In addition to the crystallization of the
dissolved diamond to bond adjacent diamond crystals, the
dissolved carbon may react with the solvent metal to form
metal carbides.

The diamond in the resulting sintered compact is highly
inert and biocompatible. Thus, the exposed non-diamond
constituents of the polycrystalline diamond compact such as
the interstitial solvent metal in the PCD are what makes the
PCD biocompatible or not.
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One of the tests that is used to determine the biocompat-
ibility of PCD, or other materials, is an elution test. In this
test a PCD part or a portion thereof is placed in a container
with a solution that is used to simulate body fluid. For this
purpose, Hank’s Balanced Salt Solution (HBSS) is often
used as the solution for the elution test. Hank’s solution
contains a mix of salts and phosphates. A phosphate buffer
can be added to stabilize the pH of the solution at a desired
value. A controlled amount of solution is placed with the
PCD part for a prescribed period of time, usually 24 hours.
The amount and type of material that is released by the PCD
and into the fluid through corrosion processes are measured,
typically by Inductively Coupled Plasma Mass Spectros-
copy (ICPMS).

Normal body pH is 7.4, but this pH fluctuates over time
and can be significantly lower in local areas. In hematomas,
where circulation in impaired, the pH may dip as low as 6
for a short period of time. For implants in the immediate post
surgical time period, a hematoma like condition can exist
around the implantation site. Thus, pH 6 is a worst case
environmental condition that serves as an appropriate test
case for corrosion resistance and elution testing. There is
another advantage to using pH 6 as the elution test envi-
ronment. For materials that are sensitive to pH, either due to
natural material chemistry, electrocorrosion, crevice corro-
sion, or pitting mechanisms, testing under a slightly more
acidic pH will show problems quickly that would take much
longer tests in pH 7.4 to adequately demonstrate. Since
implants are generally in place for many years, and hope-
fully the remainder of the patient’s life, long term corrosion
resistance is an essential part of implant material biocom-
patibility. It is for these reasons that elution tests are pref-
erentially conducted at pH 6.

Release of metallic ions from medical devices is a long
term concern that is well documented in the medical litera-
ture. Elevated serum metal ion concentrations are present in
patients that have metal on metal hip and spine arthroplasty
devices. The long term effect of these elevated levels is
unknown, but potential increased risk for cancer and other
malignancies remote from the implantation site are a real
concern. Local acute toxicity effects of these devices can be
observed in tissue directly surrounding these devices. Stud-
ies in the literature for patients with metal on metal hip
implants report an increase in serum and urine Co and Cr
levels of between 3 and 23 times relative to normal levels.

Some references indicating these elevated levels of Co
and Cr are: Skipor, Anastasia, Pat Campbell, et al. Metal lon
Levels in Patients with Metal on Metal Hip Replacements.
Society for Biomaterials 287 Meeting Transactions, 2002,
and Josh Jacobs et al. Cobalt and Chromium Concentrations
in Patients with Metal on Metal Total Hip Replacements.
Clinical Orthopedics, S256-S263, 1996.

The traditional metals used in sintering diamond to make
PCD are the first row transition metals in the periodic table.
These most notably being cobalt, but also manganese, iron,
and nickel for example. None of these metals are both
corrosion resistant and biocompatible by themselves. Typi-
cally, metals may be made more corrosion resistant by
adding elements that form stable oxide films to the metal.
Chrome is the most notable element for this purpose.
Chrome is added to steels to create stainless steels and it is
added to cobalt to form biocompatible alloys used exten-
sively in orthopedic implants such as CoCrMo ASTM F-75
or ASTM F-799.

It has been discovered that attempts to use alloys that
contain chrome as a sintering metal to form PCD did not
work as effectively as intended, and often resulted in PCD
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which was not fully biocompatible, as it suffered from
corrosion and ion elution. One reason that these diamond
compacts were not fully corrosion resistant is that chrome is
a strong carbide former. During the sintering process, the
chrome is exposed to the dissolved carbon which is held in
solution in the molten solvent metal. When this occurs,
chrome will precipitate out of the molten metal as chrome
carbide. This leaves the original solvent metal, cobalt for
example, depleted or devoid of chrome in some areas. This
creates a PCD which has areas of exposed metal at the
surface which are depleted in chrome and therefore with
reduced corrosion protection or biocompatibility. It is thus
appreciated that the attempts to find a solvent metal for
sintering diamond into a biocompatible compact have been
hindered by the reactions occurring between the metal and
the diamond during sintering. The interstitial metal and
carbides in the resulting sintered diamond compact are quite
different than the solvent metals used as a starting material.
As a result, metals which have good biocompatibility by
themselves have proven to have poor biocompatibility after
being used as a solvent metal in forming a sintered diamond
compact.

SUMMARY OF THE INVENTION

It is an object of the present invention to provide a
polycrystalline diamond compact which exhibits improved
biocompatibility so as to be better suited for use in artificial
joints. It is an object of the present invention to provide
methods and materials for making corrosion resistant and
biocompatible polycrystalline diamond using high pressure
and high temperature processes, and to provide artificial
joint components made by these methods and materials.

According to one aspect of the invention, a solvent metal
composition is provided which has improved corrosion
resistance and biocompatibility after sintering into a poly-
crystalline diamond compact.

According to another aspect of the invention, a polycrys-
talline diamond compact is provided with improved corro-
sion resistance and biocompatibility through reduction in
micro cracks in the solvent metal.

These and other aspects of the present invention are
realized in a polycrystalline diamond compact for prosthetic
joint components as shown and described in the following
figures and related description.

BRIEF DESCRIPTION OF THE DRAWINGS

Various embodiments of the present invention are shown
and described in reference to the numbered drawings
wherein:

FIG. 1 shows a micrograph of a diamond layer of a PCD
part;

FIG. 2 shows a micrograph of a diamond layer of a PCD
part which has been etched to remove the solvent metal;

FIG. 3 shows a cross sectional view of an exemplary PCD
prosthetic joint component;

FIG. 4 shows a micrograph of a diamond layer of a PCD
part;

FIG. 5a shows a micrograph of a diamond layer of a PCD
part;
FIG. 56 shows a micrograph of a diamond layer of a PCD
part;

FIG. 6a shows a micrograph of a diamond layer of a PCD
part;

FIG. 65 shows a micrograph of a diamond layer of a PCD
part;
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FIG. 7a shows a micrograph of a diamond layer of a PCD
part;

FIG. 76 shows a micrograph of a diamond layer of a PCD
part;

FIG. 7¢ shows a micrograph of a diamond layer of a PCD
part;

FIG. 8a shows a micrograph of a diamond layer of a PCD
part;

FIG. 85 shows a micrograph of a diamond layer of a PCD
part;

FIG. 8¢ shows a micrograph of a diamond layer of a PCD
part;

FIG. 9 shows a graph of daily Co elution for various PCD
parts; and

FIG. 10 shows a graph of daily metal ion elution for
various solvent metal pore sizes.

It will be appreciated that the drawings are illustrative and
not limiting of the scope of the invention which is defined by
the appended claims. The embodiments shown accomplish
various aspects and objects of the invention. It is appreciated
that it is not possible to clearly show each element and
aspect of the invention in a single figure, and as such,
multiple figures are presented to separately illustrate the
various details of the invention in greater clarity. Similarly,
not every embodiment need accomplish all advantages of
the present invention.

DETAILED DESCRIPTION

The invention and accompanying drawings will now be
discussed in reference to the numerals provided therein so as
to enable one skilled in the art to practice the present
invention. The drawings and descriptions are exemplary of
various aspects of the invention and are not intended to
narrow the scope of the appended claims. In this specifica-
tion and in the claims, any number that expresses a physical
and/or chemical quantity is understood to include the
implied significant figure range of that number.

The analysis of the PCD parts in the present application
frequently discusses the pore length, pore size, or mean
maximum pore length of the interstitial solvent metal pores.
The mean maximum pore length or pore size is determined
as follows. On an SEM or other suitable microscope with a
scale marker capability multiple adjacent images of each
exposed diamond layer are obtained. For each contained
pore or region of solvent metal in these diamond layers the
Pore Area and Feret’s Diameter are determined. The Feret’s
Diameter is the longest continuous linear distance between
any two points along the pore’s perimeter, otherwise known
as the caliper length. A software program such as NIST
Imagel is often used to facilitate determining this measure-
ment. The image threshold is typically adjusted in the
software so that each image highlights only the pore area
(the solvent metal). Additionally, pores with an area below
0.5 square microns may be omitted from the analysis in
order to reduce noise in the analysis. Each image is then
analyzed across the exposed surface layer by first summing
the pore area for all the images in the diamond layer. The
pores are then ranked by pore area, and a set of the pores is
created which includes a sufficient number of the pores with
the largest surface area pores in order to include 80% of the
total pore area. The average pore area and average Feret’s
diameter is then determined for this set. The average Feret’s
diameter of this set of pores is defined as the “Mean
Maximum Pore Length” and is often referred to herein as the
pore size.
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Early work in making diamond prosthetic joints, such as
in making PCD femoral head prostheses, was accomplished
using a CoCrMo alloy (particularly the alloy ASTM F-75)
for the solvent metal. ASTM F-75 is an alloy that is itself
biocompatible and is commonly used in metal orthopedic
implants for items such as hip femoral head implants and
knee femoral resurfacing implants. The composition of the
F-75 CoCrMo alloy is Co-28Cr-6Mo, which is 66% Co,
28% Cr, and 6% Mo on a weight basis. The diamond layers
of the PCD parts were made with diamond powders and the
F-75 solvent metal.

It has been unexpectedly discovered that the PCD pros-
thetic components made by using the F-75 alloy as the
solvent metal suffered from reduced biological compatabil-
ity. F-75 solvent metal PCD components which were sin-
tered in the press as known in the art were tested for ionic
elution in Hank’s solution at pH 6. As discussed herein,
testing in Hank’s solution involved immersing the PCD part
in the solution to test for metal ion elution from the part. The
solution was changed daily so that the measured values
reflect the quantity of metal ions released from the part per
day. The PCD components exhibited an ionic elution rate of
7 ppm/day on average. In contrast, conventional metallic
femoral head implants made solely from the F-75 CoCrMo
alloy exhibited an ionic elution rate of less than 0.1 ppm/day
on average. The elution test data indicates that the resulting
metals in the PCD part after sintering were not responding
in the same manner as the regular alloy to the elution test.
To the contrary, the PCD component eluted metal ions at a
rate up to 70 times as fast as a solid F-75 metal component.
Cobalt, in particular, was eluted from the PCD component.
Detailed examination of the PCD microstructure revealed
the reason for the elevated cobalt release in the Hank’s
solution.

FIG. 1 shows a micrograph of a PCD part which has been
sintered with the F-75 CoCrMo alloy. The solvent metal 110
is displayed in light grey in the micrograph while the
diamond particles 120 are displayed in black. The solvent
metal 110 fills the spaces between the diamond 120. Various
parts of the solvent metal 110 have been labeled with
numerals to show the ratios of cobalt to chrome of these
various places in the solvent metal 110. The F-75 CoCrMo
powder used as a solvent metal feedstock had an initial
cobalt to chrome ratio of 2.4. After the sintering process, the
metal has segregated into multiple phases including a chro-
mium-rich phase having a Co:Cr ratio less than 2.4 and a
cobalt-rich phase having a Co:Cr ratio greater than 2.4.
Areas with up to 20x more cobalt than chromium are present
in the PCD. It is understood that the chromium protects the
metal from corrosion by forming a stable surface film of
metal oxide and thus inhibits the elution of metal ions during
testing and during use in a patient. Without the protective
chromium and its resulting oxide, the cobalt-rich phase is
much more susceptible to breakdown in solution, thereby
yielding the high ion levels seen in the elution testing.

It has been determined that the cobalt-rich areas often
form filaments through the solvent metal material. This can
be seen when the PCD part is etched in acid, as shown in
FIG. 2. Etching the PCD part in a more acidic solution than
the pH 6 Hank’s solution would demonstrate a highly
accelerated corrosion of the part. FIG. 2 clearly shows a
network of 2 to 3 micron diameter holes 210 running though
the PCD where the cobalt rich phase has been removed. The
cobalt rich materials are rapidly removed, while the chro-
mium-rich phases, which are more acid resistant (more
resistant to corrosion), are left behind.
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Several things may be observed from the testing and
discovery discussed above. The composition of the solvent
metal alloys used for sintering the diamond can change
significantly during sintering of a PCD part. In particular, the
solvent metal alloys may experience phase metal carbides in
the resulting PCD part. Thus, metals which are ordinarily
thought to be biologically compatible may not be biologi-
cally compatible if used as a solvent metal for sintering
diamond. The changes to the solvent metal may result in
excessive elution of metal ions from a PCD part placed in a
biological environment, such as when implanted into a
person, as demonstrated by the elution tests and acid etching
tests.

Applicants initially believed that a general solution to this
problem was to find a metal that is a stable oxide former that
is not a strong carbide former, has a melting point in alloy
form within an acceptable range for the high pressure
process, and is biocompatible. One such proposed solution
was the addition of tin (Sn) to the solvent metal in the PCD.
Since tin is not a carbide former and has a relatively stable
oxide, it was expected to stay alloyed with the main solvent
metal and enhance its corrosion resistance. Tin is also
neutral to diamond synthesis, so alloys can be found that
provide acceptable diamond sintering.

While the addition of tin was initially thought to be a
general solution, it was discovered that few combinations of
tin and the other solvent metals active in diamond sintering
and synthesis yield a solvent metal that will make appro-
priate PCD for medical implant applications. There are
various reasons for this. One reason is that tin does not
contribute to diamond synthesis. Tin does not hold much
carbon in solution during sintering conditions, and therefore
solvent metal alloys with tin have been found to decrease the
amount of carbon available to the diamond grains during the
PCD synthesis sintering reaction. The end result can be PCD
that is not as well sintered. This decreases both the mechani-
cal strength of the PCD as well as its wear and abrasion
resistance. Experimental examples of various solvent metal
compositions which include Sn are shown and described
below.

Experiment SB53.1 used a sintering metal alloy (solvent
metal) composed of 55% Sn and 45% Co. This mixture has
a very slight (2.3%) excess of Co in relation to the Co;Sn,
phase, which should be advantageous since cobalt is the
element that allows sintering. The solvent metal was used to
create spherical femoral head components consisting of an
outer layer of diamond, an inner gradient layer of diamond,
a refractory metal layer, and a substrate. The outer layer was
composed of 80% diamond and 20% solvent metal by
weight, with the diamond being a mixture of 75% 20 micron
diamond crystals and 25% 4 to 8 micron diamond crystals.
The inner layer was composed of 50% 40 micron diamond
crystals and 50% solvent metal. The inner layer solvent
metal was 66% Co, 28% Cr, and 6% Mo by weight.

These parts were processed across a wide range of press
sintering conditions (power, time, and pressure). None of the
parts achieved sufficient sintering quality as determined by
a grind resistance test. None of the parts exhibited grind
resistance close to historical levels of parts that were sin-
tered with straight CoCrMo in both layers, even though the
inner layer was composed completely of CoCrMo and
solvent metal is swept from the inner layer into the outer
layer. The CoSn sintered parts ground away faster, indicat-
ing that the diamond was not as well bonded. The grind
resistance of the part was determined by the rate that
diamond is removed from the surface (or alternatively the
time it takes to remove a set amount of diamond), the back
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pressure of the wheel during grinding (how much pressure
is required to remove diamond), and the finish achieved by
the grinding operation.

Experiment SB53.2 consisted of making spherical femo-
ral head components having of an outer layer of diamond, an
inner gradient layer of diamond, a refractory metal layer, and
a substrate. The solvent metal was composed of 50% Sn and
50% Co. This mixture has a 7% excess of Co relative to
Co;Sn,, which is expected to aid sintering quality. The outer
layer was composed of 80% diamond and 20% solvent metal
by weight, the diamond being a mixture of 75% 20 micron
diamond crystals and 25% 4 to 8 micron diamond crystals.
The inner layer was composed of 50% 40 micron diamond
and 50% solvent metal. The inner layer solvent metal was
66% Co, 28% Cr, and 6% Mo by weight.

These parts were processed across a wide range of press
sintering conditions (power, time, and pressure). None of the
parts achieved sufficient sintering quality as determined by
a grind resistance test. That is to say that none of the parts
exhibited grind resistance which was close to that which is
achieved in parts that were sintered using a CoCrMo alloy
as the solvent metal in both of the diamond layers, even
though the inner layer was composed completely of
CoCrMo and solvent metal is swept from the inner layer into
the outer layer.

Experiment SB50.3 consisted of making spherical femo-
ral head components having of an outer layer of diamond, an
inner gradient layer of diamond, a refractory metal layer, and
a substrate. The solvent metal was composed of 45% Sn and
55% Co. This mixture has a 12% excess of Co relative to
Co;Sn,, which should aid sintering quality. The outer layer
was composed of 80% diamond and 20% solvent metal by
weight. The diamond was a mixture of 75% 20 micron
diamond crystals and 25% 4 to 8 micron diamond crystals.
The inner layer was composed of 60% 40 micron diamond
crystals and 40% solvent metal. The solvent metal was 66%
Co, 28% Cr, and 6% Mo by weight.

These parts were processed across a wide range of press
sintering conditions (power, time, and pressure). None of the
parts achieved sufficient sintering quality as determined by
a grind resistance test. None of the parts exhibited grind
resistance close to historical levels of parts that were sin-
tered with straight CoCrMo in both layers, even though the
inner layer was composed completely of CoCrMo and
solvent metal is swept from the inner layer into the outer
layer.

Greatly increasing the Co level will eventually leave areas
of Co that are not well alloyed with Sn and therefore less
protected from corrorsion and ion release. It is thus observed
that the solvent metal containing just Sn and Co does not
sinter well. It is currently believed that this is because the
metal does not dissolve enough carbon into the metal
solution to allow the diamond to sinter as well as it should.

In order to improve the sintering of the diamond crystals,
the inventors determined that elements which increase the
amount of carbon available to the reaction, or that are
generally beneficial to sintering must be added. Two ele-
ments which were used are Mn and W. It has been deter-
mined that the addition of small amounts of these elements
generally improve sintering of PCD. The negative side effect
of these elements is that they both form compounds within
the sintered PCD that are not very corrosion resistant, and
thus these elements are more likely to pose corrosion
problems.

Examples of experiments run with Mn and W in the
solvent metal are detailed below.
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Experiment SB58.1 consisted of making spherical femo-
ral head components having of an outer layer of diamond, an
inner gradient layer of diamond, a refractory can, and a
substrate. The outer layer solvent metal was composed of
50% Sn and 40% Co and 10% Mn by weight. The outer layer
was composed of 80% diamond and 20% solvent metal by
weight. The diamond mix was 75% 20 micron diamond
crystals and 25% 4 to 8 micron diamond crystals. The inner
layer was composed of 50% 40 micron diamond crystals and
50% solvent metal. The inner layer solvent metal was 66%
Co, 28% Cr, and 6% Mo by weight.

These parts were processed across a wide range of press
sintering conditions (power, time, and pressure). The parts
sintered easily and adequately as determined by a grind
resistance test. All of the parts exhibited grind resistance
equal to historical levels of parts that were sintered with
straight CoCrMo in both layers.

Experiment SB59.1 consisted of making spherical femo-
ral head components having of an outer layer of diamond, an
inner gradient layer of diamond, a refractory metal layer, and
a substrate. The outer layer solvent metal was composed of
50% Sn and 40% Co and 10% W by weight. The outer layer
was composed of 80% diamond and 20% solvent metal by
weight. The diamond was a mixture of 75% 20 micron
diamond crystals and 25% 4 to 8 micron diamond crystals.
The inner layer was composed of 50% 40 micron diamond
crystals and 50% solvent metal. The inner layer solvent
metal was 66% Co, 28% Cr, and 6% Mo by weight.

These parts were processed across a wide range of press
sintering conditions (power, time, and pressure). The parts
sintered easily and adequately as determined by a grind
resistance test. All of the parts exhibited grind resistance
equal to historical levels of parts that were sintered with
straight CoCrMo in both layers.

Elution testing of these two components showed contin-
ued release of both Mn and W over time in the Hank’s
solution. The average daily elution rate in pH 6 Hank’s
solution was 1.91 ppm for Mn and 0.06 ppm for W. Mn and
W are not biocompatible ions and are problematic for
biocompatibility, even at low levels. These experiments
demonstrate that while other elements may be added to
increase sintering quality, not all combinations will yield
results that have acceptable biocompatibility.

Applicants thus discovered that another element should be
substituted for Mn or W that can assist in sintering and form
a stable end reaction product that does not come off in
elution. In this case, Cr and Mo can be added to the solvent
metal to assist sintering if Sn is present in the correct amount
to protect the Co. Both Cr and Mo form stable carbides,
often mixed together, that are stable in physiologic environ-
ments, so neither element comes off in elution.

Diamond synthesis conditions are such that the input
metal constituents of the solvent metal react in unexpected
ways. For instance, Co, Sn, and Cr in the solvent metal
feedstock will primarily form two phases during sintering
which are then present in the solvent metal 110. These can
be seen in FIG. 5a. The first phase 510 is composed of
approximately 59% Sn and 39% Co and 2% Cr by weight.
The second phase 520 is approximately 50% Co, 42% Sn,
and 8% Cr by weight. The ratio of the phases formed from
any feedstock material is not easily predictable solely on the
basis of amount of each constituent alloy. Other constituents,
such as Cr and Mo generally form carbides, often together.
A mixed carbide 530 that is commonly formed from alloys
that contain both Cr and Mo is 70% Cr, 15% Mo, and 15%
C by weight. It is thus not typically possible to predict ahead
of time what the exact ending composition of any feedstock
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solvent metal combination will be. The ending composition
of the solvent metal typically includes metal carbides and
separated metal phases of varying composition. The ending
condition is of course critical to the corrosion resistance and
biocompatibility of the PCD, but is not predictable from the
starting composition.

Experiment SB063.1 consisted of making spherical femo-
ral head components having an outer layer of diamond, an
inner gradient layer of diamond, a refractory metal layer, and
a substrate. The outer layer solvent metal was composed of
50% Sn and 40% Co and 10% Cr by weight. The outer layer
was composed of 80% diamond and 20% solvent metal by
weight. The diamond was a mixture of 75% 20 micron
diamond crystals and 25% 4 to 8 micron diamond crystals.
The mean maximum pore length of the outer layer was
approximately 5 microns. The inner layer was composed of
50% 40 micron diamond crystals and 50% solvent metal.
The solvent metal was 66% Co, 28% Cr, and 6% Mo by
weight.

These parts were processed across a wide range of press
sintering conditions (power, time, and pressure). The parts
sintered easily and adequately as determined by a grind
resistance test. All of the parts exhibited grind resistance
equal to historical levels of parts that were sintered with
CoCrMo solvent metal in both layers. The outer surface of
the parts were tested by elution in Hank’s Solution at pH6.
The average cobalt ion release of this series over 4 days was
1.93 ppm, 1.12 ppm, 1.05 ppm, and 1.05 ppm. No Cr or Sn
ions were detected.

SB050.1 consisted of making spherical femoral head
components having an outer layer of diamond, an inner
gradient layer of diamond, a refractory metal layer, and a
substrate. The outer layer solvent metal was composed of
33% Sn and 44.2% Co and 18.8% Cr and 4% Mo by weight.
The outer layer was composed of 80% diamond and 20%
solvent metal by weight. The diamond was a mixture of 75%
20 micron diamond crystals and 25% 4 to 8 micron diamond
crystals. The mean maximum pore length of the outer layer
was approximately 5 microns. The inner layer was com-
posed of 50% 40 micron diamond crystals and 50% solvent
metal. The solvent metal was 66% Co, 28% Cr, and 6% Mo
by weight.

These parts were processed across a wide range of press
sintering conditions (power, time, and pressure). The parts
sintered easily and adequately as determined by a grind
resistance test. All of the parts exhibited grind resistance
equal to historical levels of parts that were sintered with
straight CoCrMo in both layers. The outer surface of the
parts were tested in elution at pH6. The average cobalt ion
release of this series over 5 days was 0.9 ppm, 0.61 ppm,
0.72 ppm, 0.96 ppm, and 0.83 ppm. No Mo, Cr or Sn ions
were detected.

Experiment SB86.2.4 involved a femoral head with two
diamond layers. The outer diamond layer contained 80%
diamond by weight, with the diamond being 75% 20 micron
diamond crystals and 25% 4 to 8 micron diamond crystals.
The inner (gradient transition) diamond layer contained 40%
diamond by weight, with 100% 40 micron diamond crystals.
The solvent metal was the balance of the diamond layer
composition by weight, and contained 46% Sn, 40% Co,
12% Cr, and 2% Mo. The exposed outer diamond layer of
the PCD part was elution tested in a Hanks solution with the
pH buffered to 6.0. Metal ion levels in the Hanks solution
were monitored over five days to check for corrosion from
the PCD part. Metal ion levels started at 0.58 ppm and
declined to 0.37 ppm by the fifth day. This composition was
determined to sinter well as it achieves both a high strength
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and grind resistance and also to have a very low elution of
metal ions, indicating a very high degree of biocompatibil-
ity.

Additional testing of similar solvent metal alloy compo-
sitions determined that nominal changes to the composition
of the SB86.2.4 test still achieved both adequate sintering
and acceptable biocompatibility as measured by ionic elu-
tion. Such nominal changes to the composition included
solvent metal compositions such as 46.5% Sn, 39.7% Co,
11.8% Cr, and 2% Mo by weight. Thus, a solvent metal
composition of 46% Sn, 40% Co, 12% Cr, and 2% Mo plus
or minus a few percent of each component achieved both
adequate strength and grind resistance as well as very low
metal ion elution. While the examples shown above
(SB050.1 composed of 33% Sn and 44.2% Co and 18.8% Cr
and 4% Mo and SB063.1 composed of 50% Sn and 40% Co
and 10% Cr) had slightly higher elution of metal ions than
the optimal solvent metal composition of SB86.2.4, they
achieved significantly reduced elution of metal ions and thus
improved biocompatibility over prior art compositions.

Thus, a solvent metal may include a mixture of Sn, Co,
and Cr. The above described solvent metal compositions
which include Sn provide improved biocompatibility and
increased corrosion resistance. The solvent metal composi-
tions discussed have appropriate amounts of metal such that
the resulting interstitial metals in the PCD after sintering are
biocompatible and corrosion resistant. The composition of
the interstitial metal in the PCD part typically differs from
the initial solvent metal composition since some degree of
carbide formation, phase separation, etc. will occur during
sintering, but the resulting interstitial material is generally
corrosion resistant and biocompatible. Additionally, the
improved solvent metal compositions still sinter well and
result in a PCD which has sufficient strength and grind
resistance, and which will thus provide adequate mechanical
performance as a prosthetic joint.

Pore Size Control

In addition to improving biocompatibility and corrosion
resistance through new solvent metal compositions, it has
also been discovered that improved biocompatibility can be
achieved through control of the solvent metal pore size in the
finished PCD part. As used herein, the term pore size refers
to the size of the interstitial solvent metal pores between the
particles of diamond in the PCD part (the interstitial solvent
metal, typically comprising multiple phases of metals and
even carbides formed during sintering). Thus, the pore size
is often measured and discussed herein in micro meters. The
interstitial solvent metal typically forms a network of veins
through the diamond crystals, as is visible in many of the
micrographs shown herein. It has been determined that when
the width of the veins of solvent metal exceeds a certain
width, micro cracks develop in the solvent metal. These
micro cracks tend to accelerate corrosion and thus reduce
biocompatibility.

Thus, biocompatibility and corrosion resistance may also
be improved by controlling the maximum width or size of
the veins of solvent metal which are exposed in the resulting
PCD part. Reducing the width of the veins of solvent metal
will significantly reduce or even eliminate the occurrence of
micro cracking. It is believed that the micro cracking occurs
due to the physical stresses present in the solvent metal
caused by increased shrinkage of the solvent metal relative
to the diamond particles during cooling of the PCD part.
These stresses are believed to place the solvent metal in
tension and cause micro cracks. It has further been discov-
ered that improved solvent metal compositions which con-
tain Sn, while being more corrosion resistant as a material
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after sintering, tend to exhibit increased micro cracking.
Thus, the reduction in exposed pore size to thereby reduce
micro cracking provides some improvement in biocompat-
ibility for many solvent metal compositions and provides a
significant improvement in biocompatibility for solvent
metal compositions containing Sn. PCD parts made with
both the improved solvent metal composition and the pore
size control discussed herein provide a significant improve-
ment in biocompatibility over previous PCD parts.

PCD prostheses are generally composed of a diamond
table consisting of several layers, including gradient transi-
tion layers, and a suitable substrate. The composition of each
layer must be tailored so that the Coefficient of Thermal
Expansion (CTE) and dilatation are compatible with the
adjacent layers in order to produce a balanced and strong
construct. Thus, the intermediate (gradient) diamond layers
are typically used to provide a more gradual transition
between the substrate material and the outer diamond layer
material. Gradient layers of diamond are generally used to
provide a gradual transition in composition between the
substrate and the outer diamond layer to reduce the stresses
between each layer and provide a joint which is mechani-
cally stable.

The outer layer or bearing layer of the part is composed
of diamond crystals of a certain size range to achieve the
performance goals of the part, such as a wear resistance.
This outer layer may typically have less metal content and
smaller diamond grain size depending on its use. If the PCD
part includes a substrate, a gradient interface layer of dia-
mond may be used to increase the attachment strength of the
PCD to the substrate and reduce interfacial stresses between
the substrate and the outer diamond layer. This gradient
layer may also provide a sweep source of solvent metal
moves through the outer layer or layers of diamond and
helps to conduct impurities out of the PCD. The gradient
transition layer usually has a higher metal content and larger
diamond grain sizes than the outer diamond layer. As a
result, the gradient transition layer (or layers) typically has
larger solvent metal pore sizes than the outer layer. In the
case of the PCD prosthetic hip femoral head, for example,
several diamond layers may be used which contain varying
amounts of solvent metal and varying diamond grain sizes
and thus have a variety of resulting solvent metal pore sizes.

FIG. 3 shows a cross sectional view of a PCD femoral
head 300. The femoral head 300 is exemplary of the different
elements of a PCD prosthetic joint part. It will be appreci-
ated that the present invention is not limited only to femoral
heads, but applies equally to other prosthetic joint parts
made of PCD such as prosthetic spinal discs, etc. It is also
appreciated that a prosthetic joint typically involves two
mating components, such as the femoral head 300 and the
mating socket (not shown for clarity). The socket would
typically include the same structures as the femoral head
300, including a substrate, refractory metal can, gradient
transition layers, and a bearing surface layer as discussed
herein. The femoral head 300 includes an outer diamond
layer 310 that forms the bearing surface, an inner layer of
diamond that forms the gradient transition layer 320, a Nb
refractory can 330, and a substrate 340. Additional gradient
transition layers 320 may be used if desired, but a single
layer is shown for clarity. The refractory can 330 is often
made from a metal such as Nb, and although not always
necessary, may be used to form a barrier between the
substrate 340 and the diamond layers 310, 320 so that metals
from the substrate do not flow through the diamond layers.

A morse taper socket 350 is typically formed in the
femoral head 300 for attachment to a femoral hip stem. It is
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seen how the socket 350 cuts through each diamond layer
310 and 320. As such, each layer of the femoral head 300
must be biologically compatible and corrosion resistant,
rather that merely the outer layer being biologically com-
patible and corrosion resistant.

FIG. 4 shows a micrograph which illustrates the solvent
metal 110 that is located in the interstices or pores of a
diamond matrix 120, such as the diamond layers of the
prosthetic joint component 300. These interstitial spaces, or
pores within the diamond, vary in size depending on the
diamond to metal ratio as well as upon the various sizes of
the diamond grains that make up the diamond content.

Gradient layers nearest the substrate are preferentially
formed with higher metal to diamond content compared to
the surface or bearing layer of PCD. The ratio of diamond to
metal in a transitional diamond layer provides the correct
CTE and dilatation for a proper bond with both the substrate
and the adjacent diamond layer. The transitional layer typi-
cally is configured to have a CTE and dilatation which is
intermediate to that of the adjacent layers and thereby reduce
interface stress between these layers. Inner transitional dia-
mond layers are also typically formed from larger sized
diamond crystals than in the outer layers so that the diamond
crystals contact each other and form a lattice of connected
diamond crystals during sintering despite the elevated metal
content. In most PCD devices, the diamond bearing layers
will be cut in some location, exposing these inner layers. For
example, the taper 350 in the femoral head of FIG. 3 is made
by cutting through the different diamond layers 310 and 320
as well as the substrate material 340. Prosthetic joint com-
ponents are thus often cut in order to properly size the
component or to provide mounting structures, exposing the
inner diamond layers.

The present invention thus provides for the control of the
size of the metal pores in each of the diamond layers such
as the gradient transition layers of diamond so as to provide
for a reduction in the size of the metal pores on the exposed
PCD surfaces. As is presently understood, the PCD part
undergoes various changes during parts of the sintering
process. During the sintering process, the diamond crystals
bond to each other and form a scaffold of relatively fixed
size. When the pressure and temperature are released from
the high pressure and temperature cell, the diamond changes
volume relatively little. This is because diamond has a
coeflicient of thermal expansion of 1.1 (10-%Deg C) which
is among the lowest of any known material and a Young’s
modulus of 1.22 GPa, which is among the highest. At the
same time, the solvent metal must go from a liquid state to
a solid state. Metals loose volume both as a function of
cooling in each physical state and during the transition from
liquid to solid. Sn, for example, has a density of 6.99 g/cc as
a liquid and 7.265 g/cc as a solid. The solvent metal is
contained in the pores of the PCD, which have a relatively
fixed size because of the rigidity of the diamond crystal
structure. Since the liquid sintering metal is freezing within
this fixed volume, contraction cracking (or solidification
cracking) of the solvent metal may result, especially in the
larger pores. These micro cracks 540 can be seen in FIGS.
5a and 5b. These areas of micro cracking 540 within the
solvent metal create a crevice environment and lead to
crevice corrosion within the alloy.

The mechanism of increased corrosion in crevice envi-
ronments is understood to include a combination of oxida-
tion and limited diffusion. In short, in an aqueous environ-
ment, water molecules react with the metal surface through
oxidation and other pathways. In oxidation, the oxygen atom
is removed from water leaving the two hydrogen atoms as
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H+ ions. In a crevice environment, there is insufficient
diffusion to allow the H+ ions to escape from the crevice or
more oxygen to diffuse in to react with the H+, so the pH in
the crevice goes down (the liquid becomes more acidic).
This in turn leads to an acceleration of corrosion within the
crevice and an even lower pH as more H+ ions are released.

Previously, it was not understood that solidification micro
cracking occurred in the solvent metal veins. It was therefore
not recognized that these micro cracks contributed signifi-
cantly to the overall corrosion of the PCD part and the
release of metal ions from the part, thereby reducing the
biocompatibility of the part. As such, the composition of the
inner gradient diamond layers was selected to bridge the
coeflicient of thermal expansion and dilation differences
between the substrate and the outer diamond layer which
was mostly diamond so as to present a very high wear
resistance. These inner gradient layers thus had elevated
metal content and consisted of large diamond crystals so that
the diamond crystals would contact each other during sin-
tering to increase the mechanical strength of the PCD part.

Applicants have discovered that to keep the solidification
cracking to a level that does not effect the biocompatibility
performance of PCD, i.e. gives adequate biocompatibility
performance, the size of the solvent metal pores between
diamond crystals must be maintained below a certain critical
size. The size of the solvent metal pores is defined and
discussed herein as the Mean Maximum Pore Length, or
more simply as the pore size. The present invention uses
multiple sizes of diamond crystals including smaller dia-
mond crystals in the inner diamond layers in order to reduce
the pore size while maintaining the use of larger diamond
crystals so that the diamond crystals still bond to each other
during sintering and provide a more stable interconnected
construct.

The Mean Maximum Pore Length or pore size is deter-
mined as follows. On an SEM or other suitable microscope
with a scale marker capability multiple adjacent images of
each exposed diamond layer are obtained. For each con-
tained pore or region of solvent metal in these diamond
layers the Pore Area and Feret’s Diameter are determined.
The Feret’s Diameter is the longest continuous linear dis-
tance between any two points along the pore’s perimeter,
otherwise known as the caliper length. A software program
such as NIST Imagel] is often used to facilitate determining
this measurement. The image threshold is typically adjusted
in the software so that each image highlights only the pore
area (the solvent metal). Additionally, pores with an area
below 0.5 square microns may be omitted from the analysis
in order to reduce noise in the analysis. Each image is then
analyzed across the exposed surface layer by first summing
the pore area for all the images in the diamond layer. The
pores are then ranked by pore area, and a set of the pores is
created which includes a sufficient number of the pores with
the largest surface area pores in order to include 80% of the
total pore area. The average pore area and average Feret’s
diameter is then determined for this set. The average Feret’s
diameter of this set of pores is defined as the “Mean
Maximum Pore Length” and is often referred to herein as the
pore size.

The following experiments were conducted in order to
determine compositions for the transitional diamond layers
and the bearing surface diamond layer and to determine pore
sizes which substantially eliminate micro cracking and
thereby improve the biocompatibility of the resulting PCD
part. PCD Femoral head implants were fabricated containing
several layers of diamond and solvent metal surrounding a
substrate, such as is illustrated in FIG. 3. A number of those

20

35

40

45

50

14

experiments are presented herein to demonstrate the effect of
various diamond crystal sizes and resulting pore sizes.

Experiment SB86.2.4 involved a femoral head with two
diamond layers. The outer diamond layer contained 80%
diamond by weight, with the diamond being 75% 20 micron
diamond crystals and 25% 4 to 8 micron diamond crystals.
The inner (gradient transition) diamond layer contained 40%
diamond by weight, with 100% 40 micron diamond crystals.
The solvent metal was the balance of the diamond layer
composition by weight, and contained 46% Sn, 40% Co,
12% Cr, and 2% Mo. FIG. 6a shows a micrograph of the
outer diamond layer, illustrating the solvent metal pores 110
and the diamond matrix 120. The outer diamond layer was
analyzed as discussed above, and had a mean maximum pore
length of 4.95 microns. FIG. 65 shows a micrograph of the
inner gradient diamond layer. The inner layer was analyzed
as discussed above and had a mean maximum pore length of
54.79 microns.

The exposed outer diamond layer of the PCD part was
elution tested in a Hanks solution with the pH buffered to
6.0. Metal ion levels in the Hanks solution were monitored
over five days to check for corrosion from the PCD part.
Metal ion levels started at 0.58 ppm and declined to 0.37
ppm by the fifth day. The PCD part was then cut to expose
the inner layer and substrate and was retested for five days
for corrosion in a similar Hanks solution. Metal ion levels in
the Hanks solution started at 7.2 ppm and increased to 7.8
ppm by the fifth day. The micrographs of the inner layer
illustrated in FIG. 65 show that the large solvent metal pores
110 present in the inner layer exhibited micro cracks 540. As
the solvent metal composition of the outer diamond layer
and inner diamond layer is the same, the elution testing test
demonstrates the effect of large pore size and micro cracks
on corrosion and the elution of metal ions from the PCD
part.

Experiment SB87.3.1 involved a series of PCD femoral
head parts which had three diamond layers. The outer
diamond bearing layer containing 80% diamond by weight,
having a mixture of 75% 20 micron diamond crystals and
25% 4 to 8 micron diamond crystals. The middle diamond
layer contained 60% diamond by weight, the diamond being
a mixture of 50% 40 micron diamond crystals, 38% 20
micron diamond crystals, and 12% 4 to 8 micron diamond
crystals. The inner diamond layer contained 40% diamond
by weight, the diamond being 100% 40 micron diamond
crystals. The solvent metal constituted the balance of these
layers, and consisted of 46% Sn, 40% Co, 12% Cr, and 2%
Mo. The parts were cut to expose all layers of the PCD.
Micrographs of the outer, middle, and inner diamond layers
can be seen in FIGS. 7a, 75, and 7c¢ respectively, illustrating
the solvent metal pores 110 and the diamond crystals 120.

The outer layer, shown in FIG. 74, had a mean maximum
pore length of 5.63 microns. The middle layer shown in FI1G.
7b had a mean maximum pore length of 14.3 microns. The
inner layer shown in FIG. 7¢ had a mean maximum pore
length of 35.48 microns. The PCD parts were tested in
Hanks solution elution tests with the pH buffered to 6.0.
Average ion levels in the Hanks solution over five days were
5.9 ppm, 5.75 ppm, 6.05 ppm, 5.95 ppm, and 5.2 ppm
respectively. Solidification cracks 540 may be observed in
FIG. 7c. It is understood that the solidification cracks 540 in
large solvent metal pores contributes to increased corrosion
and the elevated release of metal ions. The increased elution
of metal ions is of particular concern because these are
heavy metal ions which are toxic.

Another experimental series of PCD femoral heads,
SB105.1.1, was similar to SB87.3.1 but had a lower average
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maximum pore length in the inner layer. The PCD parts
again had three diamond layers. The outer diamond layer
contained 80% diamond by weight, the diamond being a
mixture of 75% 20 micron diamond crystals and 25% 4 to
8 micron diamond crystals. The middle layer contained 50%
diamond by weight with the diamond being a mixture of
50% 40 micron diamond crystals, 38% 20 micron diamond
crystals, and 12% 4 to 8 micron diamond crystals. The inner
layer contained 40% diamond by weight with the diamond
being a mixture of 65% 20 micron diamond crystals, 15% 10
micron diamond crystals, and 20% 4 to 8 micron diamond
crystals. The solvent metal formed the balance of the three
diamond layers, and consisted of 46% Sn, 40% Co, 12% Cr,
and 2% Mo.

Micrographs of the outer, middle, and inner diamond
layers are shown in FIGS. 8a, 8b, and 8¢ respectively,
illustrating the solvent metal pores 110 (in lighter grey) and
the diamond crystals 120 (in black). Each of the diamond
layers was analyzed as discussed above to determine the
pore size. The outer diamond layer had a mean maximum
pore length of 5.9 microns. The middle diamond layer had
a mean maximum pore length of 8.53 microns. The inner
diamond layer had a mean maximum pore length of 17.56
microns. One important observation is that no significant
micro cracks can be observed in FIG. 8¢ (the inner diamond
layer). The PCD parts were cut to expose all layers of the
PCD and were elution tested in a Hanks solution with the pH
buffered to 6.0. The average metal ion levels in the Hanks
solution over five days of testing were 0.65 ppm, 0.54 ppm,
0.57 ppm, 0.38 ppm, and 0.45 ppm respectively. The elution
data shows more than an eleven fold decrease in metal ions
released from the PCD part achieved by limiting the pore
size of the PCD material.

FIGS. 9 and 10 graphically show the test data discussed
above as regards the elution of metal ions for varying pore
sizes. As is observed in FIG. 9, those PCD parts which
included one or more diamond layers with larger solvent
metal pore sizes resulted in concentrations of metal ions
between about 6 and 7 ppm in the Hanks solution. In
contrast, those PCD parts which had smaller pore sizes in all
exposed diamond layers produced concentrations of metal
ions of approximately 0.5 ppm in the Hanks solution. There
is thus a significant reduction in ionic elution rate when the
solvent metal pore size remains below a certain average
maximum pore length. It is currently understood that the
reason for this is the reduction in solidification cracking seen
as micro cracks in the solvent metal in those PCD pores
which are larger.

FIG. 10 shows a chart of the elution rate of metal ions into
the Hanks solution versus the average maximum pore
length. It can be seen how the elution rate for small pore
sizes remains relatively constant at approximately 0.5 ppm
and then sharply increases as the pore size increases past
about 20 microns. Thus, corrosion can be virtually elimi-
nated by producing PCD parts which do not have exposed
diamond layers with average pore sizes greater than 20
microns.

As evidenced by the above examples, the pore size may
be controlled by modifying the mixture of diamond crystal
sizes that are used in the particular diamond layer so that the
pore length is limited. Thus, rather than using only larger
diamond crystals in the gradient transitional (inner) diamond
layers, a mixture of larger and smaller diamond crystals are
used. The use of a mixture of multiple diamond sizes in
diamond layer results in the smaller diamond sizes breaking
up the larger interstitial pores into multiple, smaller pores. In
modifying the mixture of diamond crystal sizes, the overall
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percentages of diamond and metal in the diamond layer is
not changed so that the coefficient of thermal expansion and
the dilatation properties of the transitional diamond layer are
also unchanged and are correct for proper stress and strength
in the PCD construct.

As has been discussed, the substrate is typically formed of
a metal or mixture of metal and metal carbides, and as such
has a much higher coefficient of thermal expansion and
dilation than diamond containing layers. As such, the inner
diamond layer has a higher metal content so that the coef-
ficient of thermal expansion and dilation are closer to that of
the substrate. These inner gradient or transition diamond
layer(s) thus provide a transition in physical properties
between the substrate and the outer diamond layer, which
has a higher diamond content. Such a transition between the
substrate and the outer diamond layer avoids the high stress
which would occur between an outer diamond layer bonded
directly to the substrate. Such a high stress could weaken the
PCD part or even cause the diamond layer to detach from the
substrate.

It has thus been discovered that Sn may be used within a
limited range as part of the sintering metal in the diamond
layers in order to increase the biocompatibility of the
resulting PCD part. Outside of the workable range, the Sn
containing solvent metal did not sinter well and did not
result in a PCD part with adequate strength or grind resis-
tance. The Sn containing solvent metals achieved improved
biocompatibility by addressing the carbide formation and
phase separation problems that were discovered in PCD
parts which used CoCrMo alloys as the solvent metal.

It has been further discovered that biocompatibility may
be further improved by controlling the size of the solvent
metal pores between the diamond crystals, particularly in the
inner layers of the PCD part. While it was previously
thought that the outer layer was primarily responsible for the
biocompatibility of the PCD part, it has been discovered that
the inner layers have a pronounced effect on the biocom-
patibility of the PCD part. The reduction in solvent metal
pore sizes reduces and may substantially eliminate the
occurance of micro cracks as the temperature and pressure
of the PCD part are reduced after sintering. These micro
cracks produce areas of increased corrosion and the elimi-
nation of the cracks thus eliminates these points of increased
corrosion.

The present invention provides a much greater reduction
in corrosion and improvement in biocompatibility when the
pore size control and improved Sn bearing solvent metal
composition are used together. As discussed, Sn bearing
solvent metals have increased coeflicients of thermal expan-
sion and dilation as compared to the CoCrMo alloys tradi-
tionally used for solvent metal. Thus, while the Sn contain-
ing solvent metal reduces corrosion, it typically increases
the occurrence of micro cracks as compared to previous
solvent metals and is thus hindered by the increased pres-
ence of micro cracks. When Sn based solvent metals are
used with the traditionally large pore spaces, particularly in
the exposed transitional layers of the PCD part, the Sn based
solvent metal results in elevated release of metal ions during
elution testing and does not improve the biocompatibility of
the part. It is thus important to control the pore size in a PCD
part which contains Sn in the solvent metal.

As is demonstrated by the examples above, a PCD part
which includes the Sn containing solvent metal and which is
constructed so as to have reduced pore sizes is significantly
more corrosion resistant and biocompatible than previous
PCD parts which used CoCrMo as the solvent metal even
when the part is cut to expose the transitional layers of
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diamond. The transitional layers of diamond have much
higher amounts of solvent metal, and it has been discovered
that these layers, although exposed to a lesser degree than
the outer layer, are more problematic in controlling the metal
ions released therefrom. As demonstrated, limiting the pore
size of the diamond layers, including the transitional dia-
mond layers to less than about 25-30 microns is effective in
significantly reducing the elution of metal ions from the part.
Moreover, limiting the pore size of the exposed diamond
layers to less than about 20 microns virtually eliminates the
elution of metal ions from the part. The reduction of metal
ion elution from the part is the largest component of improv-
ing the biocompatibility of the PCD part, as diamond wear
is virtually nonexistent for a properly sintered part and the
heavy metals released from the part may cause various
bodily illnesses as well as rejection of the prosthetic part
itself.

There is thus disclosed an improved sintered polycrystal-
line diamond compact. It will be appreciated that numerous
changes may be made to the present invention without
departing from the scope of the claims.

What is claimed is:

1. A sintered diamond polycrystalline compact compris-
ing:

a substrate formed from a material selected from the
group consisting of metal and mixtures comprising
metal and metal carbide;

a first transitional diamond layer attached to the substrate,
the first transitional diamond layer having a plurality of
diamond crystals therein and solvent metal disposed in
interstitial pores between the diamond crystals; and

an outer diamond layer attached to the first transitional
diamond layer, the outer diamond layer having a plu-
rality of diamond crystals therein and solvent metal
disposed in interstitial pores between the diamond
crystals;

wherein the interstitial pores of the first transitional dia-
mond layer and the outer diamond layer have a mean
pore length defined as the average Feret’s diameter of
a group of the largest interstitial pores by pore area, the
group being sufficiently large to include 80 percent of
the surface area of the exposed interstitial pores; and

wherein the first transitional diamond layer and the outer
diamond layer each comprise a mixture of multiple
different sizes of diamond crystals whereby the mean
pore length of the interstitial pores of both the first
transitional diamond layer and the outer diamond layer
is less than 30 microns.

2. The compact of claim 1, wherein the mean pore length

is less than 20 microns.

3. The compact of claim 1, wherein the solvent metal has
a weight composition of about 33 to about 50 percent Sn,
about 38 to about 45 percent Co, about 10 to about 19
percent Cr, and 0 to about 4 percent Mo.

4. The compact of claim 1, wherein the first transitional
diamond layer comprises approximately 50 percent diamond
by weight, and wherein the diamond of the first transitional
diamond layer comprises, by weight, about 50 percent of 40
micron diamond crystals, about 38 percent of 20 micron
diamond crystals, and about 12 percent of 4 to 8 micron
diamond crystals.

5. The compact of claim 4, further comprising a second
transitional diamond layer attached to the first transitional
diamond layer between the first transitional layer and the
substrate, and wherein the second transitional diamond layer
comprises approximately 40 percent diamond by weight,
and wherein the diamond of the second transitional diamond
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layer comprises, by weight, about 65 percent of 20 micron
diamond crystals, about 15 percent of 10 micron diamond
crystals, and about 20 percent of 4 to 8 micron diamond
crystals.

6. The compact of claim 1, wherein the first transitional
diamond layer comprises approximately 40 percent diamond
by weight, and wherein the diamond of the first transitional
diamond layer comprises, by weight, about 65 percent of 20
micron diamond crystals, about 15 percent of 10 micron
diamond crystals, and about 20 percent of 4 to 8 micron
diamond crystals.

7. The compact of claim 1, wherein the outer diamond
layer comprises approximately 80 percent diamond by
weight, and wherein the diamond of the outer diamond layer
comprises, by weight, about 75 percent of 20 micron dia-
mond crystals and about 25 percent of 4 to 8 micron
diamond crystals.

8. The compact of claim 1, wherein the first transitional
diamond layer comprises approximately 40 to approxi-
mately 50 percent diamond by weight and the outer diamond
layer comprises approximately 80 percent diamond by
weight.

9. A sintered polycrystalline diamond compact compris-
ing:

a sintered polycrystalline diamond layer, the diamond
layer having a plurality of diamond crystals therein and
solvent metal disposed in interstitial pores between the
diamond crystals; and

wherein the solvent metal has a weight composition of
about 33 to about 50 percent Sn, about 38 to about 45
percent Co, about 10 to about 19 percent Cr, and O to
about 4 percent Mo.

10. The compact of claim 9, wherein the solvent metal has

a weight composition of about 44 to about 48 percent Sn,
about 38 to about 42 percent Co, about 10 to about 14
percent Cr, and 0 to about 4 percent Mo.

11. The compact of claim 9, wherein the solvent metal has
a weight composition of about 46 percent Sn, about 40
percent Co, about 12 percent Cr, and about 2 percent Mo.

12. The compact of claim 9, wherein said diamond layer
forms an outer diamond layer, and further comprising:

a substrate formed from a material selected from the
group consisting of metal and mixtures comprising
metal and metal carbide;

a first transitional diamond layer attached to the substrate
and to the outer diamond layer, the first transitional
diamond layer having a plurality of diamond crystals
therein and solvent metal disposed in interstitial pores
between the diamond crystals; and

wherein the interstitial pores of the diamond layers have
a mean pore length defined as the average Feret’s
diameter of a group of the largest interstitial pores by
pore area, the group being sufficiently large to include
80 percent of the surface area of the exposed interstitial
pores; and

wherein the mean pore length of the interstitial pores of
both diamond layers is less than 30 microns.

13. The compact of claim 12, wherein the outer diamond
layer comprises approximately 80 percent diamond by
weight, and wherein said diamond comprises, by weight,
about 75 percent of 20 micron diamond crystals and about
25 percent of 4 to 8 micron diamond crystals; and

wherein the first transitional diamond layer comprises
approximately 40 percent diamond by weight, and
wherein said diamond comprises, by weight, about 65
percent of 20 micron diamond crystals, about 15 per-
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cent of 10 micron diamond crystals, and about 20
percent of 4 to 8 micron diamond crystals.

14. The compact of claim 12, wherein the outer diamond
layer comprises approximately 80 percent diamond by
weight, and wherein said diamond comprises, by weight,
about 75 percent of 20 micron diamond crystals and about
25 percent of 4 to 8 micron diamond crystals; and

wherein the first transitional diamond layer comprises
approximately 50 percent diamond by weight, and
wherein said diamond comprises, by weight, about 50
percent of 40 micron diamond crystals, about 38 per-
cent of 20 micron diamond crystals, and about 12
percent of 4 to 8 micron diamond crystals.

15. The compact of claim 14, further comprising a second
transitional diamond layer attached to the first transitional
diamond layer between the first transitional layer and the
substrate, and wherein the second transitional diamond layer
comprises approximately 40 percent diamond by weight,
and wherein said diamond comprises, by weight, about 65
percent of 20 micron diamond crystals, about 15 percent of
10 micron diamond crystals, and about 20 percent of 4 to 8
micron diamond crystals.

16. A sintered polycrystalline diamond compact compris-
ing:

a sintered polycrystalline diamond layer, the diamond
layer comprising a plurality of diamond crystals and a
solvent metal disposed in interstitial pores between the
diamond crystals; and

wherein the solvent metal comprises Sn, Co, and Cr
metal.

17. The compact of claim 16, wherein the solvent metal
comprises a weight composition of about 33 to about 50
percent Sn, about 38 to about 45 percent Co, about 10 to
about 19 percent Cr, and 0 to about 4 percent Mo.

18. The compact of claim 16, wherein the solvent metal
comprises a weight composition of about 44 to about 48
percent Sn, about 38 to about 42 percent Co, about 10 to
about 14 percent Cr, and 0 to about 4 percent Mo.

19. The compact of claim 16, wherein the solvent metal
comprises a weight composition of about 46 percent Sn,
about 40 percent Co, about 12 percent Cr, and about 2
percent Mo.

20. The compact of claim 16, wherein said diamond layer
forms an outer diamond layer, and further comprising:

a substrate formed from a material selected from the
group consisting of metal and mixtures comprising
metal and metal carbide; and

a transitional diamond layer attached to the substrate and
to the outer diamond layer, the transitional diamond
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wherein the interstitial pores of the outer diamond layer
and the transitional diamond layer have a mean pore
length defined as the average Feret’s diameter of a
group of the largest interstitial pores by pore area, the
group being sufficiently large to include 80 percent of
the surface area of the exposed interstitial pores; and

wherein the mean pore length of the interstitial pores of
the outer diamond layer and the transitional diamond
layer is less than 30 microns.

21. The compact of claim 20, wherein the transitional
diamond layer comprises approximately 50 percent diamond
by weight, and wherein the diamond of the transitional
diamond layer comprises, by weight, about 50 percent of 40
micron diamond crystals, about 38 percent of 20 micron
diamond crystals, and about 12 percent of 4 to 8 micron
diamond crystals.

22. The compact of claim 20, wherein the transitional
diamond layer comprises approximately 40 percent diamond
by weight, and wherein the diamond of the transitional
diamond layer comprises, by weight, about 65 percent of 20
micron diamond crystals, about 15 percent of 10 micron
diamond crystals, and about 20 percent of 4 to 8 micron
diamond crystals.

23. A sintered diamond polycrystalline compact compris-
ing:

a substrate formed from a material selected from the
group consisting of metal and mixtures comprising
metal and metal carbide;

a transitional diamond layer attached to the substrate, the
transitional diamond layer having a plurality of dia-
mond crystals therein and solvent metal disposed in
interstitial pores between the diamond crystals; and

an outer diamond layer attached to the transitional dia-
mond layer, the outer diamond layer having a plurality
of diamond crystals therein and solvent metal disposed
in interstitial pores between the diamond crystals;

wherein the interstitial pores of the transitional diamond
layer a have a mean pore length defined as the average
Feret’s diameter of a group of the largest interstitial
pores by pore area, the group being sufficiently large to
include 80 percent of the surface area of the exposed
interstitial pores; and

wherein the mean pore length of the interstitial pores of
the transitional diamond layer is less than 30 microns.

24. The compact of claim 23, wherein the transitional
diamond layer comprises a mixture of multiple different
sizes of diamond crystals to thereby limit the mean pore
length of the interstitial pores of the transitional diamond
layer to less than 30 microns.
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